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(57) ABSTRACT

A refractory object can include at least 10 wt % Al,O;. In an
embodiment, the refractory object can further include a
dopant including an oxide of a rare earth element, Ta, Nb, Hf,
or any combination thereof. In another embodiment, the
refractory object may have a property such that the averaged
grain size does not increase more than 500% during sintering,
an aspect ratio less than approximately 4.0, a creep rate less
than approximately 1.0x10™> pm/(umxhr), or any combina-
tion thereof. In a particular embodiment, the refractory object
can be in the form of a refractory block or a glass overflow
forming block. The glass overflow forming block can be
useful in forming an Al—Si—Mg glass sheet. In a particular
embodiment, a layer including Mg—Al oxide can initially
form along exposed surfaces of the glass overflow forming
block when forming the Al—Si—Mg glass sheet.

9 Claims, 5 Drawing Sheets
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REFRACTORY OBJECT, GLASS OVERFLOW
FORMING BLOCK, AND PROCESS FOR
GLASS OBJECT MANUFACTURE

PRIORITY CLAIM AND CROSS-REFERENCE
TO RELATED APPLICATION

This application claims priority to U.S. Provisional Patent
Application No. 61/451,748 filed on Mar. 11, 2011, and
entitled “Refractory Object, Glass Overflow Forming Block,
and Process for Glass Object Manufacture,” and naming
Olivier Citti et al. as inventors, which is incorporated by
reference herein in its entirety.

FIELD OF THE DISCLOSURE

This disclosure, in general, relates to a refractory object
including a glass overflow trough and a glass overflow form-
ing block.

BACKGROUND

Alkali alumino-silicate glasses that contain magnesium
oxide are being used in applications where mechanical per-
formance is more important. These glasses can be formed
using a fusion draw process, where liquid glass flows over the
lips of a glass overflow forming block made of zircon material
and fuses at the bottom of'the glass overtlow forming block to
form a sheet. Zircon (ZrSi0,) dissociates into ZrO, and SiO,.
Thehigher SiO, content may lead to formation of gas bubbles
as it dissolves into the glass. ZrO, can create ZrO, solid
nodules at the interface that can then be released into the glass
forming defects. Accordingly, the glass overflow forming
block has a reduced lifetime as zircon material erodes from
the body of the glass overflow forming block while the glass
that is manufactured is contaminated with an undesired ele-
ment that disadvantageously affects its properties.

BRIEF DESCRIPTION OF THE DRAWINGS

The present disclosure may be better understood, and its
numerous features and advantages made apparent to those
skilled in the art by referencing the accompanying drawings.

FIG. 1 is a diagram illustrating a particular embodiment of
a refractory object.

FIG. 2 is a diagram illustrating a particular embodiment of
a glass overflow trough.

FIG. 3 is a diagram illustrating a particular set of various
cross-sectional perspectives of glass overflow troughs.

FIG. 4is a diagram illustrating the formation ofa particular
glass sheet from the glass overflow trough.

FIG. 5 is a diagram illustrating the cross-sectional setup of
a glass overflow trough during glass production.

FIG. 6 is a SEM image of a cross-sectional portion of
Sample 1.

FIG. 7 is a SEM image of a cross-sectional portion of
Comparative Sample 2.

The use of the same reference symbols in different draw-
ings indicates similar or identical items.

DETAILED DESCRIPTION

The following description in combination with the figures
is provided to assist in understanding the teachings disclosed
herein. The following discussion will focus on specific imple-
mentations and embodiments of the teachings. This focus is
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2

provided to assist in describing the teachings and should not
be interpreted as a limitation on the scope or applicability of
the teachings.

As used herein, the terms “comprises,” “comprising,”
“includes,” “including,” “has,” “having,” or any other varia-
tion thereof, are intended to cover a non-exclusive inclusion.
For example, a process, method, article, or apparatus that
comprises a list of features is not necessarily limited only to
those features but may include other features not expressly
listed or inherent to such process, method, article, or appara-
tus. Further, unless expressly stated to the contrary, “or”
refers to an inclusive- or and not to an exclusive- or. For
example, a condition A or B is satisfied by any one of the
following: A is true (or present) and B is false (or not present),
A is false (or not present) and B is true (or present), and both
A and B are true (or present).

The use of “a” or “an” is employed to describe elements
and components described herein. This is done merely for
convenience and to give a general sense of the scope of the
invention. This description should be read to include one or at
least one and the singular also includes the plural, or vice
versa, unless it is clear that it is meant otherwise. For example,
when a single device is described herein, more than one
device may be used in place of a single device. Similarly,
where more than one device is described herein, a single
device may be substituted for that one device.

The term “aspect ratio,” when referring to a grain, is
intended to mean the longest dimension of the grain divided
by diameter or other width of the grain.

The term “averaged,” when referring to a value, is intended
to mean an average, a geometric mean, or a median value.

Group numbers corresponding to columns within the Peri-
odic Table of the elements use the “New Notation” conven-
tion as seen in the CRC Handbook of Chemistry and Physics,
81° Edition (2000-2001).

Unless otherwise defined, all technical and scientific terms
used herein have the same meaning as commonly understood
by one of ordinary skill in the art to which this invention
belongs. The materials, methods, and examples are illustra-
tive only and not intended to be limiting. To the extent not
described herein, many details regarding specific materials
and processing acts are conventional and may be found in
textbooks and other sources within the ceramic materials
used as refractories.

In accordance with embodiments described herein, an alu-
mina-based refractory object can be formed and have one or
more properties that are better tailored to forming glass that
includes aluminum, silicon, and magnesium (“Al—Si—Mg
glass™). In particular, the alumina-based refractory objects
described herein are more compatible with the alkali alu-
mino-silicate glasses than the refractory objects formed from
zircon described previously. Thus, many of the deficiencies
involved with the use of zircon-based refractory objects to
form alkali alumino-silicate glasses are overcome by the alu-
mina-based refractory objects described herein.

In one set of embodiments, better control over the grain
size can be achieved when the refractory object during heat-
ing, such as during sintering or when the refractory object is
in use, such as when the refractory object includes a glass
overflow forming block when forming glass sheets. For
example, the aspect ratio may be relatively low, and in a
particular embodiment, the grains may be substantially equi-
axial. In another example, the increase in grain size during
sintering may be kept relatively low. Controlling the grain
size and achieving certain aspect ratios of grains within the
refractory object can provide a more stable interface between
the refractory object and the glass than refractory objects
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having larger grains, having more elongated grains, or both.
Smaller grains in the refractory object and a more stable
interface between the refractory object and the glass can
contribute to a reduction in defects in the glass and an increase
in the amount of time that the refractory object can be used.
The refractory object may also have less creep rate, which
may allow a refractory object, particularly a glass overflow
forming block, to be used for a longer period of time before
the refractory object would need to be replaced. After reading
this specification, skilled artisans will appreciate that not all
of the properties are required in all embodiments, and there-
fore, the description of properties is meant to illustrate, and
not limit, concepts as described herein.

The refractory object can be a sintered ceramic material
containing at least 10% by weight (hereinafter “wt %) of
Al,O;. The sintered ceramic material can have at least
approximately 50 wt %, approximately 60 wt %, approxi-
mately 70 wt %, approximately 80 wt %, approximately 85 wt
%, approximately 90 wt %, approximately 93 wt %, approxi-
mately 95 wt %, approximately 97 wt %, approximately 98 wt
%, approximately 99 wt %, or even approximately 99.5 wt %
of AL,O;.

The refractory object can further include a particular
dopant, wherein the dopant includes an oxide of a rare earth
element, tantalum (Ta), niobium (Nb), magnesium (Mg), zir-
conium (Zr), hatnium (Hf), or any combination thereof. As
used in this specification, the term “rare earth element”
includes scandium (Sc), yttrium (Y), or any of the Lan-
thanides (lanthanum (La), cerium (Ce), praseodymium (Pr),
neodymium (Nd), promethium (Pm), samarium (Sm),
europium (Eu), gadolinium (Gd), terbium (Tb), dysprosium
(Dy), holmium (Ho), erbium (Er), thulium (Tm), ytterbium
(Yb), lutetium (Lu)). For example, the particular dopant can
be Ta,0s, Nb,O5, Nb,Os, ZrO,, HIO,,Y,0;, Sc,0;, Yb,0;,
Pr,0;, Sm,0;, Gd,0;, La,0;, CeO,, Dy,0;, or any combi-
nation thereof. Alternatively, any of the foregoing elements
may be added as a boride, carbide, halide, phosphate or the
like, as opposed to a metal oxide.

The refractory object can include another dopant, such as a
sintering agent. In a particular example, the sintering agent
can help to reduce porosity. An exemplary sintering agent can
include Ta,Os, Nb,O,, Nb,Os, TiO,, Fe,O,, MnO, CuO,
another suitable sintering agent, or any combination thereof.
In a particular embodiment, a separate sintering agent is not
used when the particular dopant as previously described can
also act as a sintering agent, such as Ta,Os, Nb,O;, or Nb,Os.

In an embodiment, the refractory object may include sub-
stantially no or a very low content of Ti, Ca, Si, Fe, Na, or any
combination thereof. Ti, Ca, Si, Fe, or Na may allow the grain
size of'the Al,0; to become too large. When expressed as a wt
% of TiO,, CaO, Si0,, Fe,0;, Na,O, or any combination
thereof, the content may be no greater than approximately 0.5
wt %. In another embodiment, the content may be no greater
than approximately 0.09 wt %, no greater than approximately
0.05 wt %, or no greater than approximately 0.009 wt %.
Calcium, silicon, or iron can be present as an undesired impu-
rity in a starting material, such as Al,O;; however, TiO,, CaO,
Si0,, Fe,0; or Na,O, may not be added as a separate com-
ponent when combining powders before forming the corre-
sponding green body for the refractory object. In another
embodiment, Ti, Ca, Si, Fe, Na, or any combination thereof
may be added and provide benefits, provided the desired grain
size, shape, and aspect ratios can be achieved.

In an embodiment, the amount of any dopant, including the
particular dopant, can be at least approximately 0.02 wt %, at
least approximately 0.11 wt %, at least approximately 0.2 wt
%, at least approximately 0.5 wt %, at least approximately
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0.7, wt %, at least approximately 0.9 wt %, at least approxi-
mately 1.0 wt %, or at least approximately 1.1 wt %. In
another embodiment, the amount may be no greater than
approximately 5 wt %, no greater than approximately 4 wt %,
no greater than approximately 3 wt %, no greater than
approximately 2 wt %, or no greater than approximately 1.5
wt %.

In a further embodiment, with respect to a particular dopant
including a rare earth element, tantalum (Ta), niobium (Nb),
magnesium (Mg), zirconium (Zr), hathium (Hf), or any com-
bination thereof, the amount of such particular dopant can be
selected to be sufficient to keep the averaged grain size of the
Al O, from increasing more than a desired amount during
sintering. In a particular embodiment, the amount of the par-
ticular dopant may be present at an amount so that the grain
growth during sintering is no greater than approximately
500%, no greater than approximately 400%, no greater than
approximately 300%, no greater than approximately 200%,
or no greater than approximately 100%.

In the sintered ceramic material, the Al,O; may be in the
form of grains having an averaged grain size no greater than
approximately 90 um. The grain size is estimated from the
observation of polished sections and the measurement of the
length (maximum dimension) and width (minimum dimen-
sion) of a large number of single grains (at least 100 grains
randomly chosen). The averaged grain size can be determined
using the widths, lengths, or a combination thereof, for
example an average of the average width and average length
(i.e., (average width+average length)/2).

The same technique as described for obtaining size infor-
mation for individual grains with respect to the average width
or average length can be used to obtain information on
median values for sizes of the grains. The median value for
lengths of the grains may be no greater than approximately 60
um, no greater than approximately 50 pum, no greater than
approximately 40 pm, no greater than approximately 30 pm,
or no greater than approximately 20 pm.

Thus, the averaged grain size can be based on an average
width, an average length, a median value corresponding to the
width or the length, or the like. Clearly, when comparing grain
sizes, lengths of a sample are compared to the lengths of
another sample or a prior art composition, widths of a sample
are compared to the widths of another sample or a prior art
composition, and a median value for grains of a sample are to
be compared to the median values for grains of another
sample or a prior art composition. In an embodiment, the
averaged grain size is no greater than approximately in
another embodiment, the averaged grain size is no greater
than approximately and in a further embodiment, the aver-
aged grain size is no greater than approximately 15 um. In an
embodiment, the averaged grain size is at least approximately
1 um, in another embodiment, the averaged grain size is at
least approximately 2 um, and in a further embodiment, the
averaged grain size is at least approximately 5 um.

In another embodiment, size distributions can be deter-
mined from the data collected on the grains as previously
described with respect to the average lengths and widths. As
used herein, a D10 value represents the 107 percentile, a D50
value represents the 507 percentile, and a D90 value repre-
sents the 90” percentile. Thus, D50 corresponds to the
median value. In an embodiment where length is used as the
basis of grain size, the D10 value for grain size for the grains
is no greater than approximately 40 pum, no greater than
approximately 30 pm, no greater than approximately 20 pm,
no greater than approximately 15 wm, or no greater than
approximately 11 um. In another embodiment, the D50 value
is no greater than approximately 60 pm, no greater than
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approximately 50 pm, no greater than approximately 40 pm,
no greater than approximately 30 pum, or no greater than
approximately 20 um. In a further embodiment, the D90 value
is no greater than approximately 90 pum, no greater than
approximately 70 pm, no greater than approximately 50 pm,
no greater than approximately 40 pum, or no greater than
approximately 35 um. The D10, D50, and D90 values are at
least approximately 1 um.

The distribution of grain sizes within the sintered ceramic
material can have a single mode or multiple modes, such as
two, three, four, etc. In an embodiment, the sintered ceramic
material can have a bimodal distribution of averaged grain
sizes. In a particular embodiment, one of the modes can have
an averaged grain size that is less than approximately 50%,
less than approximately 40%, or less than approximately 30%
of the averaged grain size of the other mode.

In a further embodiment, aspect ratio can be determined
from the data collected on the grains as previously described
with respect to the average lengths and widths. The aspect
ratio can be the average length divided by the average width.
Withrespect to a median value for the aspect ratio, the median
value is less than approximately 1.6, no greater than approxi-
mately 1.55, no greater than approximately 1.50, or no greater
than approximately 1.45.

An averaged aspect ratio of the grains of the refractory
object may not exceed approximately 4.0 within the sintered
ceramic material. In another embodiment, the averaged
aspect ratio is no greater than approximately 3.0, no greater
than approximately 2.5, no greater than approximately 2.2, no
greater than approximately 2.0, or no greater than approxi-
mately 1.5.

In an embodiment, distribution data can be used. The D10
value for the aspect ratio is less than 1.2, no greater than
approximately 1.16, no greater than approximately 1.14, or
no greater than approximately 1.12. In another embodiment,
the D50 value for the aspect ratio is less than 1.6, no greater
than approximately 1.55, no greater than approximately 1.50,
or no greater than approximately 1.45. In a further embodi-
ment, the D90 value for the aspect ratio is no greater than
approximately 2.7, no greater than approximately 2.3, no
greater than approximately 2.0, or no greater than approxi-
mately 1.8. The D10, D50, and D90 values are at least 1.0.

Another way to classify the grains with respect to the
aspect ratio is to determine the percentage of grains having an
aspect ratio of at least 2.0. In an embodiment, the percentage
of'grains having an aspect ratio of at least 2.0 is no greater than
approximately 30%, no greater than approximately 20%, no
greater than approximately 9%, or no greater than approxi-
mately 5%. Alternatively, the classification can be on the
basis of the percentage area occupied by grains having an
aspect ratio of at least 2.0. In an embodiment, the percentage
of'area occupied by grains having an aspect ratio of at least 2.0
is no greater than approximately 35%, no greater than
approximately 25%, no greater than approximately 15%, or
no greater than approximately 5%, or no greater than approxi-
mately 3%.

Based on the distribution data for grain size (e.g., lengths of
the grains), aspect ratio, or both, refractory objects made in
accordance with the concepts as described herein have a
noticeably narrower distribution of grain size and aspect
ratio.

In a particular embodiment, density and porosity of the
refractory object can be determined using ASTM C20-00
Standard Test Method (reapproved 2005). In an embodiment,
the density can be at least approximately 3.3 g/cc, at least
approximately 3.5 g/cc, at least approximately 3.6 g/cc, or at
least approximately 3.65 g/cc. In another embodiment, the
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density may be no greater than approximately 3.9 g/cc, no
greater than approximately 3.8 g/cc, or no greater than
approximately 3.7 g/cc. Porosity is expressed as a percentage.
In one embodiment, the porosity of the refractory block is no
greater than approximately 11%. In another embodiment, the
porosity is no greater than approximately 9%, no greater than
approximately 7%, no greater than approximately 5%. In
another embodiment, the porosity is at least approximately
0.1%, at least approximately 0.3%, at least approximately
1.1%, at least approximately 2.0%, or at least approximately
3.0%.

The refractory object can be formed using metal oxides as
previously described. In an embodiment, starting materials
can include powders of the metal oxides. The Al,O, powder
can be in the form of particles having an averaged particle size
no greater than approximately 100 pm. In an embodiment, the
averaged particle size is no greater than approximately 30 pm,
in another embodiment, the averaged particle size is no
greater than approximately 20 pm, and in a further embodi-
ment, the averaged particle size is no greater than approxi-
mately 15 um. In an embodiment, the averaged particle size is
at least approximately 0.5 um, in another embodiment, the
averaged particle size is at least approximately 1.0 um, and in
a further embodiment, the averaged particle size is at least
approximately 5.0 um.

In a particular embodiment, a combination of Al,O; pow-
ders having different particle sizes can be used. The number
of different particle sized Al,O; powders can be two, three,
four, or more. In a more particular embodiment, Al,O, pow-
ders having two different particle sizes are used. In a particu-
lar embodiment, one of the Al,O; powders can have an aver-
aged particle size that is less than approximately 50%, less
than approximately 40%, or less than approximately 30% of
the averaged particle size of the other Al,O, powder. For
example, one of the Al,O; powders can have a nominal par-
ticle size of 2 um, and the other Al,O; powder can have a
nominal particle size of 10 um. The Al,O; powders of differ-
ent particle sizes can be mixed in any ratio. For example, for
Al,O; powders having two different particle sizes can be
mixed in a ratio of approximately 1:99, approximately 2:98,
approximately 3:97, approximately 10:90, approximately
20:80, approximately 50:50, approximately 80:20, approxi-
mately 90:10, approximately 97:3, approximately 98:2, or
approximately 99:1. Likewise, mixture of Al,O, powders
having three or more different sizes can be prepared in a ratio
to meet the needs or desires for a particular application.

Another starting material can include a powder including
an oxide of a rare earth element, tantalum (Ta), niobium (Nb),
magnesium (Mg), zirconium (Zr), hathium (Hf), or any com-
bination thereof, as such oxides are described with respect to
the refractory object. The dopant starting materials may have
any oxidation state oxide, e.g., M**, M>*, M*, M>*, or any
combination thereof, wherein M is a rare earth element, tan-
talum (Ta), niobium (Nb), magnesium (Mg), Zr, or Hf. The
dopant can be added as an oxide, a boride, a carbide, a halide,
a phosphate, or any combination thereof. In an embodiment,
the powder can be in the form of particles having an averaged
particle size no greater than approximately 30 um, in another
embodiment, the averaged particle size is no greater than
approximately 20 um, and in a further embodiment, the aver-
aged particle size is no greater than approximately 15 um. In
an embodiment, the averaged particle size is at least approxi-
mately 0.1 pm, in another embodiment, the averaged particle
size is at least approximately 0.5 um, and in a further embodi-
ment, the averaged particle size is at least approximately 1
pm.
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Additional material that can be used can include a binder,
a solvent, a dispersant, a thickener, a deflocculant, another
suitable ingredient, or any combination thereof. In an
embodiment, the additional material may include non-metal-
lic compounds. In another embodiment, the additional mate-
rial can include an organic compound, water, or the like.

The powders and additional material are combined and
shaped to form a green body into a desired shape. Shaping can
be performed using a technique, such as slip casting, uniaxial
pressing, isostatic pressing, casting of a gel, vibro-casting, or
any combination thereof. The shape can be rectilinear, cylin-
drical, spherical, ellipsoidal or nearly any other shape. In a
particular, the body can be in the shape of a rectilinear block
referred to as a blank that can subsequently be machined to
form a glass overflow forming block. In another embodiment,
the green body can be structured in such fashion to more
closely match the final refractory object to reduce the extent
of any further machine processing. For example, when the
refractory object includes a glass overflow forming block, the
shape of the green body may more closely resemble the glass
overflow forming block to reduce the amount of subsequent
machining and ceramic material that would discarded. More
particularly, the green body may have a rectilinear portion
adjacent to a tapered portion. The rectilinear portion and
corresponding to a region where a glass overflow trough will
be formed. In another embodiment, the green body may be
shaped to have the glass overflow trough adjacent to the
tapered portion

After the green body is formed, the green body is heated in
an oven, heater, furnace, or the like to form the refractory
object that includes a sintered ceramic material. The heating
process can include an initial heating where moisture, a sol-
vent, or another volatile component is evaporated, organic
material is vaporized, or any combination thereof. The initial
heating can be conducted at a temperature in a range of
approximately 100° C. to approximately 300° C. for a time
period in a range of approximately 10 hours to approximately
200 hours. Following the initial heating, the sintering can be
performed at a temperature in a range of approximately 1400°
C. 10 1700° C. for a time period in a range of approximately
10 hours to approximately 100 hours to form the refractory
object.

The shape of the refractory object generally corresponds to
the shape of the green body. Thus, the refractory object may
have any of the shapes as previously described with respect to
the green body. During sintering, some shrinkage may occur,
and the refractory object may be smaller than the green body.
In an embodiment as illustrated in FIG. 1, a refractory object
100 can be a refractory block 102 having a rectilinear shape
having a length (1), width (w), and height (h). In an embodi-
ment, any of the dimensions 1, w, or h can be at least approxi-
mately 0.02 m, at least approximately 0.05 m, at least
approximately 0.11 m, at least approximately 0.5 m, at least
approximately 1.1 m, at least approximately 2.0 m, at least
approximately 4.0 m, or more. In the embodiment as illus-
trated in FIG. 1, the refractory block 102 can be a blank from
which a glass overflow forming block can be formed.

The refractory object can be machined to produce a difter-
ent shape, a smoother surface, or both. The refractory block
102 can be machined to form a glass overflow forming block
200, as illustrated in FIG. 2. The glass overflow forming block
200, which is also a refractory object, has a body that includes
a glass overflow trough portion 202 and a tapered portion 204.
The glass overtlow trough portion 202 includes a trough that
has a depth that decreases along a length of the glass overflow
forming block 200. FIG. 3 includes a cross-sectional view of
exemplary shapes of the tapered portion 204. More particu-
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larly, the tapered portion can include a wedge shape 2042, a
concave shape 2044, or a convex shape 2046. Other shapes
may be used to meet the needs or desires for a particular
application.

The refractory object may have one or more properties that
are particularly noteworthy. Such properties can include
creep resistance, porosity, grain size and aspect ratios of the
grains. Porosity, grain size, and aspect ratios of the grains
have been previously described.

The flexural creep rate is a measurement of the rate of
deflection of a refractory object in a direction orthogonal to
the length of the refractory object when the refractory object
has been subjected to a predetermined mechanical stress at a
predetermined temperature for a predetermined time period.
In a particular embodiment, the creep rate is measured using
a 4-point bending setup where the distance between the outer
supports is 80 mm while the inner supports are 40 mm apart.
An 8x9x100 mm surface ground bar of the material to test is
placed on the bottom supports and a stress of 2 MPa was
applied through the top fixture. The test is conducted at a
temperature of 1275° C. for 50 hours. The deflection of the
bar as a function of time is recorded during the whole test, and
the deformation of the bar is then calculated. In a particular
embodiment, the Hollenberg model can be used to calculate
the deformation of the bar from the deflection of the bar, as
described in “Calculation of Stresses and Strains in Four
Point Bending Creep Tests,” by G. W. Hollenbergetal., J. Am.
Ceram. Soc., Vol. 54, N° 6, p 196-199 (1971). The creep rate
is determined from the derivative of the deformation during
the soak and is expressed in um/(umxhr). In an embodiment,
the creep rate is no greater than approximately 1.0x107>
pum/(umxhr), no greater than approximately 5.0x107° um/
(umxhr), no greater than approximately 3.0x107% um/(umx
hr), or no greater than approximately 2.0x10~ wm/(umxhr).

The refractory object, when in the form of a glass overflow
forming block, can be useful in forming a glass sheet by a
fusion process. FIGS. 4 and 5 include a perspective view and
a cross-sectional view, respectively, of the glass overflow
forming block during the formation of a glass sheet 302. The
glass overflow forming block is heated to a temperature in a
range of approximately 1050° C. to approximately 1300° C.
The glass overflow forming block includes the glass overflow
trough portion 202 and tapered portion 204, as previously
described. In the embodiment as illustrated, the glass over-
flow forming block also includes end guards 206 that gener-
ally define the width of the glass sheet 302 as formed. The
glass overflow forming block further includes an inlet port
208 that receives a molten glass composition. A trough within
the glass overflow trough portion 202 receives the molten
glass composition until the trough fills up. Thereafter, the
molten glass composition flows over opposing lips of the
glass overflow trough portion 202. The molten glass compo-
sition then flows along opposite outer surfaces of the glass
overflow trough portion 202 and the tapered portion 204. At
the end of the tapered portion 204 that is opposite the glass
overflow trough portion 202, the molten glass composition
along the opposite outer surfaces fuse together to form the
glass sheet 302. In another embodiment, another type of glass
object may be formed.

In an embodiment, the glass sheet 302 can have a thickness
of at least approximately 20 pm, at least approximately 30
um, or at least approximately 50 um. In another embodiment,
the glass sheet 302 may have a thickness no greater than
approximately 5 mm, no greater than approximately 3 mm, or
no greater than approximately 1.1 mm. With respect to the
width, the process allows the end guards 206 to be set to
permit any desired width of the glass sheet 302. For example,
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the glass sheet 302 can be at least approximately 0.5 m, at
least approximately 1.1 m, at least approximately 2.0 m, at
least approximately 4.0 m, or larger.

In a particular embodiment, the molten glass composition
includes an Al—Mg—Si glass. In a more particular embodi-
ment, the molten glass composition is substantially the same
as described with respect to the alkali Al—Mg—Si glass.
Referring to FIG. 5, during the glass formation process, Mg
from the molten glass composition can form a layer 306 along
surfaces of the body 304 of the glass overflow forming block.
The layer can include a Mg—Al oxide. In a more particular
embodiment, the layer can include Mg, Al O,, wherein z=x+
1.5 y. In another more particular embodiment, the layer 306
includes a Mg—Al spinel.

Before the glass overflow forming block is used to form the
glass, the body 304 can include Al,O; and not include a
separate phase or layer of a Mg—Al oxide. As the molten
glass composition flows and forms the glass sheet 302, por-
tions of the body 304 contact the molten glass composition
and defines a glass contacting area. The layer 306 forms along
the glass contacting area of the body 304 when the molten
glass composition flows along the glass contacting area. The
layer 306, including the Mg—Al oxide, can act as a diffusion
barrier to reduce the amount of material from migrating from
the body 304 (for example, Al,O;) into the molten glass
composition. After initially forming the layer 306, the glass
sheet 302 can have a more consistent composition over the
life of the glass overtflow forming block, and porosity of the
glass overtlow forming block may be reduced, as compared to
the layer 306 not being formed.

Further, the layer 306 can be initially formed and remain at
substantially the same temperature over the useful life of the
glass overflow forming block. The likelihood of the layer 306
fracturing or spalling is substantially reduced because the
temperature is not significantly changed. Accordingly, the
difference between coefficients of thermal expansion of the
materials within the body 304 and the layer 306 is not a
significant design concern for embodiments as described
herein.

Compare such embodiments to an alumina-containing
body that is coated with a Mg—Al spinel layer along all
exposed surfaces of the glass overflow forming block before
the glass overflow forming block is installed in an oven,
furnace, or other similar apparatus, which is hereinafter
referred to as a “pre-coated glass overflow forming block.”
The body and layer of the pre-coated glass overflow forming
block have different compositions. After installing the pre-
coated glass overtlow forming block, the temperature of the
pre-coated glass overflow forming block increases from
approximately room temperature (for example 20° C. to 25°
C.) to the temperature as previously described for glass for-
mation. The likelihood of the layer along the outside of the
pre-coated glass overflow forming block is significantly more
likely to fracture or spall due to the large temperature range
over which the pre-coated glass overflow forming block is
exposed. Thus, portions of the layer may break off into the
molten glass composition, or another adverse consequence
may occur.

Many different aspects and embodiments are possible.
Some ofthose aspects and embodiments are described herein.
After reading this specification, skilled artisans will appreci-
ate that those aspects and embodiments are only illustrative
and do not limit the scope of the present invention.

In a first aspect, a refractory object can be used in forming
a glass object. The refractory object can include at least 10 wt
% Al,0;, and a first dopant includes an oxide of a rare earth
element, Ta, Nb, Hf, or any combination thereof.

10

15

20

25

30

35

40

45

50

55

60

65

10

In an embodiment of the first aspect, the refractory object
has a property that includes an amount of the first dopant
sufficient to keep an averaged grain size from increasing more
than 500% during a sintering operation, grains with an aver-
aged aspect ratio of no greater than approximately 4.0, 2 D10
value of the aspect ratio for alumina-containing grains is no
greater than approximately 1.2, a D50 value of the aspect ratio
for the alumina-containing grains is no greater than approxi-
mately 1.6, the grains with a D90 value of the aspect ratio for
the alumina-containing grains is no greater than approxi-
mately 2.7, a percentage of the grains having an aspect ratio of
at least 2.0 is no greater than approximately 30%, a percent-
age area occupied by the grains having an aspect ratio of at
least 2.0 is no greater than approximately 35%, the averaged
grain size of no greater than approximately 90 pm, a D10
value of a grain size for the grains is no greater than approxi-
mately 40 um, a D50 value ofthe grain size for the grains is no
greater than approximately 60 pum, a D90 value of the grain
size for the grains is no greater than approximately 90 um, a
creep rate no greater than approximately 1.0x10™> pm/(umx
hr) as measured at a pressure of 2 MPa and a temperature of
1275° C., or any combination thereof.

In a second aspect, a refractory object can be used in
forming a glass object. The refractory object can include at
least 10% by weight Al,O;. The refractory object has a prop-
erty that includes an amount of a first dopant sufficient to keep
an averaged grain size from increasing more than 500% dur-
ing a sintering operation, grains with an averaged aspect ratio
of no greater than approximately 4.0, a D10 value of the
aspect ratio for alumina-containing grains is no greater than
approximately 1.2, a D50 value of the aspect ratio for the
alumina-containing grains is no greater than approximately
1.6,a D90 value of the aspect ratio for the alumina-containing
grains is no greater than approximately 2.7, a percentage of
grains having an aspect ratio of at least 2.0 is no greater than
approximately 30%, a percentage area occupied by grains
having an aspect ratio of at least 2.0 is no greater than approxi-
mately 35%, the averaged grain size of no greater than
approximately 90 pm, a D10 value of a grain size for grains is
no greater than approximately 40 um, a D50 value of the grain
size for the grains is no greater than approximately 60 um, a
D90 value of the grain size for the grains is no greater than
approximately 90 um, a creep rate no greater than approxi-
mately 1.0x107> pm/(umxhr) as measured at a pressure of 2
MPa and a temperature of 1275° C., or any combination
thereof.

In a third aspect, a process of forming a glass object can
include providing a refractory object including a glass over-
flow trough. The refractory object can include at least 10% by
weight of Al,O;, and an amount of a first dopant includes an
oxide of a rare earth element, Ta, Nb, Hf, or any combination
thereof. The process can further include flowing a glass mate-
rial including Al—Si—Mg oxide into the glass overflow
trough and over a lip of the glass overflow trough to define a
glass contacting area. The process can further include when
flowing the glass material, forming alayer of Mg Al O, along
the glass contacting area.

In an embodiment of the third aspect, the glass object is in
a form of a glass sheet. In a particular embodiment, the glass
sheet has a thickness of at least approximately 20 pum, at least
approximately 30 um, or at least approximately 50 um. In
another particular embodiment, the glass sheet has a thick-
ness no greater than approximately 5 mm, no greater than
approximately 3 mm, or no greater than approximately 1.1
mm. In still another particular embodiment, the glass sheet
has a width of at least approximately 0.2 m, at least approxi-
mately 0.5 m, at least approximately 0.7 m, at least approxi-
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mately 1.1 m, at least approximately 2.0 m, at least approxi-
mately, or at least approximately 2.8 m. In a further
embodiment, the glass object includes an alkali glass.

In a fourth aspect, a process of forming a refractory object
can include preparing a body that includes at least 10% by
weight of Al,O;, and an amount of a first dopant includes an
oxide a rare earth element, Ta, Nb, Hf, or any combination
thereof. The process can also include sintering the body to
form the refractory object.

In an embodiment of the fourth aspect, the process further
includes shaping the refractory object into a glass overflow
forming block. In another embodiment, the body includes a
shape of a glass overflow forming block.

In a particular embodiment of any of the embodiments or
aspects described herein, the first dopant is Ta,O5, Nb,Os,
7rO,, HfO,, MgO, Y,0;, Sc,0;, Yb,0;, Pr,0;, Sm,0;,
Gd,0;, La,0;, CeO,, Dy,0;, or any combination thereof. In
another embodiment, the Al,O; is present in an amount by
weight of at least 80%, 90%, or 95%. In still another embodi-
ment, the refractory object or the process further includes a
second dopant that includes a sintering agent. In a particular
embodiment, the first dopant includes Zr, Hf, Mg, Y, Sc, Yb,
P, Sm, Gd, La, Ce, Dy, or any combination thereof.

In a particular embodiment of any of the embodiments or
aspects described herein, the amount of the first dopant is
sufficient to keep an averaged grain size from increasing more
than approximately 500%, more than approximately 400%,
more than approximately 300%, more than approximately
200%, or more than approximately 100% during a sintering
operation. In another particular embodiment, the creep rate is
no greater than approximately 1.0x10™> pwm/(umxhr), no
greater than approximately 5.0x10~° um/(umxhr), no greater
than approximately 3.0x107~¢ um/(umxhr), or no greater than
approximately 2.0x107% um/(umxhr).

In a further particular embodiment of any of the embodi-
ments or aspects described herein, the averaged aspectratio is
no greater than approximately 3.0, no greater than approxi-
mately 2.5, no greater than approximately 2.2, or no greater
than approximately 2.0. In still a further particular embodi-
ment, the D10 value of the aspect ratio is no greater than
approximately 1.2, no greater than approximately 1.16, no
greater than approximately 1.14, or no greater than approxi-
mately 1.12; the D50 value of the aspect ratio is no greater
than approximately 1.6, no greater than approximately 1.55,
no greater than approximately 1.50, or no greater than
approximately 1.45; the D90 value of the aspect ratio is no
greater than approximately 2.7, no greater than approxi-
mately 2.3, no greater than approximately 2.0, or no greater
than approximately 1.8; or any combination thereof. In yet a
further particular embodiment, the percentage of grains hav-
ing an aspect ratio of at least 2.0 is no greater than approxi-
mately 30%, no greater than approximately 20%, no greater
than approximately 9%, or no greater than approximately 5%;
the percentage area occupied by grains having an aspect ratio
of at least 2.0 is no greater than approximately 35%, no
greater than approximately 30%, no greater than approxi-
mately 25%, no greater than approximately 15%, or no
greater than approximately 5%, or no greater than approxi-
mately 3%; or any combination thereof.

In another particular embodiment of any of the embodi-
ments or aspects described herein, the amount by weight of
the first dopant is no greater than approximately 5 wt %, no
greater than approximately 4 wt %, no greater than approxi-
mately 3 wt %, no greater than approximately 2 wt %, or no
greater than approximately 1.5 wt %. In still another particu-
lar embodiment, the amount by weight of the first dopant is at
least approximately 0.02 wt %, atleast approximately 0.11 wt
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%, at least approximately 0.2 wt %, or at least approximately
0.5 wt %. In yet another particular embodiment, the refractory
object or the process further includes a second dopant that is
a sintering agent and is different from the first dopant. In a
further particular embodiment, the first dopant is Ta,Os,
Nb,Os, or any combination thereof. In still a further particular
embodiment, the refractory object is substantially free of
calcium, silicon, titanium, iron, sodium, or any combination
thereof. In yet a further particular embodiment, the refractory
object includes TiO,, CaO, SiO,, Fe,0;, Na,O, or any com-
bination thereof at a concentration of no greater than approxi-
mately 0.5 wt %, no greater than approximately 0.09 wt %, no
greater than approximately 0.05 wt %, or no greater than
approximately 0.009 wt %.

In a particular embodiment of any of the embodiments or
aspects described herein, the refractory object has a density of
at least approximately 3.3 g/cc, at least approximately 3.5
g/cc, at least approximately 3.6 g/cc, or at least approximately
3.65 g/cc. In another particular embodiment, the refractory
object has a density no greater than approximately 3.9 g/cc,
no greater than approximately 3.8 g/cc, or no greater than
approximately 3.7 g/cc. In still another particular embodi-
ment, the refractory object has a porosity of at least approxi-
mately 0.1%, at least approximately 1.1%, at least approxi-
mately 2.0%, or at least approximately 3.0%. In a further
embodiment, the refractory object has a porosity no greater
than approximately 9.0 vol %, no greater than approximately
7.0 vol %, or no greater than approximately 5.0 vol %.

In a particular embodiment of any of the embodiments or
aspects described herein, the D10 value of the grain size is no
greater than approximately 40 um, no greater than approxi-
mately 30 pm, no greater than approximately 20 pum, no
greater than approximately 15 pum, or no greater than approxi-
mately 11 pm; the D50 value of the grain size is no greater
than approximately 60 um, no greater than approximately 50
no greater than approximately 40 um, no greater than
approximately 30 um, or no greater than approximately 20
um; the D90 value of the grain size is no greater than approxi-
mately 90 um, no greater than approximately 70 pum, no
greater than approximately 50 um, no greater than approxi-
mately 40 um, or no greater than approximately 35 um; or any
combination thereof. In another particular embodiment, the
refractory object has an averaged grain size no greater than
approximately 90 pm, no greater than approximately 30 pm,
no greater than approximately 20 um, or no greater than
approximately 15 pm. In still another particular embodiment,
the refractory object includes grains in a size distribution
having a plurality of modes, wherein a first mode includes a
first set of grains having a first averaged grain size of at least
approximately 0.5 um, at least approximately 1.0 um, or at
least approximately 5.0 um. In a more particular embodiment,
the size distribution has a second mode including a second set
of grains having a second averaged grain size no greater than
approximately 20 pm, no greater than approximately 15 pm,
or no greater than approximately 12 um. In yet another par-
ticular embodiment, the refractory object includes at least
approximately 95% by weight Al,O;, the first dopant
includes Ta,Os, Nb,Os, HfO,, or any combination thereof at
approximately 0.2<x=<approximately 5% by weight, approxi-
mately 0.5=x=approximately 4% by weight, approximately
0.8=x=approximately 2.5% by weight, approximately
1=x=approximately 2% by weight, and a grain size having an
averaged aspect ratio no greater than approximately 2.0.

In a further particular embodiment of any of the embodi-
ments or aspects described herein, the refractory objecthas no
outer layer. In still a further particular embodiment, the
refractory object includes a glass overflow trough portion. In
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yet a further particular embodiment, the refractory object
includes a glass overflow forming block. In a more particular
embodiment, the glass overflow forming block has a cross
section in a shape that is tapered from the bottom of the glass
overflow forming block. In another more particular embodi-
ment, the glass overflow forming block has a cross section in
a shape of a wedge. In still another more particular embodi-
ment, after using the glass overflow forming block to form the
glass object, the refractory object further includes a layer
including a Mg—Al oxide over a body of the glass overflow
forming block. In an even more particular embodiment, the
layer consists essentially of Mg Al O,, wherein z=x+1.5 y.
The layer may consist essentially of a Mg—Al spinel. In a
further particular embodiment of any of the embodiments or
aspects described herein, the refractory object has a length of
at least approximately 0.5 m, approximately 1.1 m, at least
approximately 2.0 m, or at least approximately 4.0 m.

EXAMPLES

The concepts described herein will be further described in
the following examples, which do not limit the scope of the
invention described in the claims. Numerical values in this
Examples section may be approximated or rounded off for
convenience.

Refractory objects including a variety of different sintered
ceramic materials are prepared using the following process
and following raw materials. Alumina powders have a D50
value of between 1 and 15 microns and a purity higher than
99.8%, wherein the total combined content of TiO,, Fe,O;,
Ca0, and SiO, in the alumina powders is below 0.05 wt %. In
forming some samples, alumina powders having different
grain sizes are combined. For example, a first alumina powder
having a D10 value between a range of approximately 2
microns and approximately 4 microns, a D50 value between
a range of approximately 6 microns and approximately 9
microns, and a D90 value between a range of approximately
42 microns and 44 microns; a second alumina powder having
a D10 value between a range of approximately 0.75 microns
and approximately 2 microns, a D50 value between a range of
approximately 1 and approximately 3 microns, and a D90
value between a range of approximately 3.5 and approxi-
mately 5 microns; and a third alumina powder having a D10
value between a range of approximately 0.75 microns and
approximately 2 microns, a D50 value between a range of
approximately 2.5 and 4.5 microns, and a D90 value between
approximately 9 microns and approximately 11 microns are
combined to form particular samples.

The alumina powders are used in combination with
dopants, such as TiO, (99% pure, D50 value of 2.5 micron),
Ta, 05 (99.9% pure, D50 value of 1 micron), Nb,O5 (99.9%
pure, D50 value of approximately 1 micron). Addition of
silica (amorphous silica of at least 98% purity, and a D50
value of less than 1 micron) or mullite (fused mullite of less
than 0.5% impurity, and a D50 value of no greater than 45
micron) are present in some of the samples. Other dopants can
be added if needed or desired. Table 1 includes the composi-
tions of some of the samples, all of which are principally
alumina containing. Trace levels of impurities may be present
but are not reported, as such impurities typically do not sig-
nificantly affect the performance of such samples.

During a first step the alumina powders and dopants are
mixed with deflocculants and water so as to form a slurry of
powders. The mixture of the raw materials is then spray dried
so as to form a batch that is then formed into a green body
(100x100x150 mm) by isostatic pressing. The slurry could
also be used as is to form the green body using slip-casting,
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vibrocasting or other casting techniques. The raw materials
could also be dry-mixed and then formed into a block using
another forming technique, such as unidirectional pressing,
ramming or other dry forming techniques. In a last step the
green body is fired at a temperature of at least 1400° C. and up
to 1700° C. so as to produce a dense refractory block.

TABLE 1
Name Composition
Sample 1 1 wt % Ta,0s, remainder is Al,O3
Sample 2 1 wt % Nb,Os, remainder is AL,O3

A1148 ™-brand block*
0.75 wt % TiO,, remainder is Al,O3
0.75 wt % TiO,, 1.5 wt % SiO,,

Comparative Sample 1
Comparative Sample 2
Comparative Sample 3

remainder is Al,O3
Comparative Sample 4 0.75 wt % TiO,, 5 wt % mullite,

remainder is Al,O3

*Composition is 95.2 wt % AbOs, 2.8 wt % SiO5, 0.4 to 0.8 wt % TiO,, and 1.2to 1.6 wt %
other materials (Fe>O3, NayO, ZrO,, CaO, MgO).

The samples are cut, and cross-sectional images were
obtained by a scanning electron microscope (“SEM”). The
samples are tested to determine density and porosity. The
density and porosity are determined using the methodologies
as previously described.

TABLE 2

Creep Rate
Name Density (g/cc)  Porosity (%)  (um/(um x hr))
Sample 1 3.69 4.4 1.70 x 1076
Comparative Sample 1 343 0.2 8.86 x 107¢
Comparative Sample 2 3.66 5.7 7.56 x 1076
Comparative Sample 3 3.75 0.1 7.48 x 107°
Comparative Sample 4 3.71 0.1 6.09 x 1076

FIGS. 6 and 7 include scanning electron microscope
(“SEM”) images of Sample 1 and Comparative Sample 2.
During sample preparation, some grains can be pulled out
from the surface due to a lack of sufficient mechanical support
of such grains and the high level of shear stress during the
polishing step. Even if the missing grains are taken into
account, Sample 1 clearly has a lower porosity. The SEM
images show that Sample 1 and Comparative Sample 2
include separate phases. Most of Sample 1 and Comparative
Sample 2 include an alumina phase. Referring to FIG. 6,
another phase in Sample 1 includes Ta and is light gray
(almost white) in color. Area 62 in FIG. 6 illustrates a portion
that includes the Ta-containing phase. The Ta-containing
phase includes Fe, Ti, Ca, Na, all of which are not separately
added but are present as impurities in the starting materials.
Hence, the tantalum can be an impurity getter. Referring to
FIG. 7, another phase in Comparative Sample 2 includes Ti
and is a slightly lighter gray (almost white) in color as com-
pared to the alumina phase. Area 72 in FIG. 7 illustrates a
portion that includes the Ti-containing phase.

Particular data about grain size and distribution is pre-
sented for two different parts of Sample 1 and Comparative
Sample 2 as Dataset 1 and Dataset 2 in Table 3. The data was
obtained using the technique as previously described with
respect to grain size determination.
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TABLE 3
Comparative Comparative
Sample 1, Sample 1, Sample 2, Sample 2,
Dataset 1  Dataset 2 Dataset 1 Dataset 2
Average Length 18.3 18.5 69.3 77.6
(m)
Average Width (um) 13.3 13.4 38.8 36.7
Average aspect ratio 1.4 14 1.9 2.2
(avg. lVavg. w)
D10 (length) 10.0 10.8 42.1 46.8
D50 (length) 15.0 16.7 63.8 68.1
D90 (length) 30.3 28.2 94.0 107.2
D10 (aspect ratio) 1.1 1.1 1.2 14
D50 (aspect ratio) 1.4 14 1.6 2.1
D90 (aspect ratio) 1.7 1.7 2.8 32
% number of grains 2.2% 4.7% 33.3% 61.0%
with aspect ratio of
2.0 or higher
% area of grains 0.37% 2.4% 39.7% 67.1%

with aspect ratio of
2.0 or higher

The lengths and widths of the grains are smaller with
Sample 1 as compared to Comparative Sample 2. In general,
the lengths of the grains for Sample 1 are about %4 that of the
corresponding length parameter for Comparative Sample 2,
and the widths of the grains for Sample 1 are about %5 that of
the corresponding width parameter for Comparative Sample
2. Further, the distribution of lengths of the grains and aspect
ratios for Sample 1 are significantly narrower than with Com-
parative Sample 2. The percentage of grains having an aspect
ratio of 2.0 or greater is no more than 4.7% for Sample 1, and
the percentage of grains having an aspect ratio of 2.0 or
greater is at least 33.3% for Comparative Sample 2, Similarly,
the percentage of area occupied by grains having an aspect
ratio of 2.0 or greater is no more than 2.4% for Sample 1, and
the percentage of grains having an aspect ratio of 2.0 or
greater is at least 39.7% for Comparative Sample 2, Still
further, the data in datasets 1 and 2 of Sample 1 are closer to
one another than datasets 1 and 2 for Comparative Sample 2.
Thus, the properties of Sample 1 are more uniform through-
out the sample, and the properties of Comparative Sample 2
are more diverse.

Additional samples are formed using the processes
described previously. Samples 3, 4, 5, and 6, as well as com-
parative sample 5, are formed from a mixture of alumina
powders having a D10 value within a range of approximately
2.0 and approximately 2.6 microns, a D50 value within a
range of approximately 4.8 microns and approximately 6.1
microns, and a D90 value within a range of approximately
25.5 and approximately 27.5 microns. The mixture of alu-
mina powders includes alumina within a range of approxi-
mately 99.5 wt % and approximately 99.9 wt % with the
remainder impurities, such as Fe,O;, TiO,, Na,O, SiO,.
Sample 3 is formed by providing approximately 0.5 wt % of
approximately 99.9% pure Ta,Os, sample 4 is formed by
providing approximately 0.9 wt % of approximately 99.9%
pure Ta,Os, sample 5 is formed by providing approximately
1.1 wt % Ta,O, and sample 6 is formed by providing
approximately 1 wt % of approximately 99.9% pure Ta,O5
and. In addition, comparative sample 5 is formed from
approximately 0.2 wt % of approximately 99% pure TiO,.
Further, comparative sample 6 is formed from approximately
99 wt % alumina powder having a D10 value of between
approximately 0.1 microns and approximately 0.4 microns, a
D50 value of between approximately 1.3 microns and
approximately 2.1 microns, and a D90 value within a range of
approximately 5.1 microns and approximately 6.4 microns,
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and approximately 1 wt % MgO powder. Comparative sample
7 is formed from approximately 100% alumina powder hav-
ing a D50 value within a range of approximately 0.3 microns
to approximately 1.1 microns and a D90 value within a range
of approximately 2.1 microns and approximately 3.2
microns.

Table 4 includes the compositions of samples 3, 4, 5, and 6
and comparative samples 5, 6, and 7. Trace levels of impuri-
ties may be present, but are not reported, as such impurities
typically do not significantly affect the performance of such
samples.

TABLE 4
Name Composition
Sample 3 0.5 wt % Ta,Os, remainder is Al,O3
Sample 4 0.9 wt % Ta,Os, remainder is Al,O3
Sample 5 1.1 wt % Ta,Os, remainder is Al,O3
Sample 6 1 wt % Ta,0Os, remainder is Al,Oy

Comparative Sample 5
Comparative Sample 6
Comparative Sample 7

0.2 wt % TiO,, remainder is Al,O3
1 wt % MgO, remainder is Al,O3
Approximately 100 wt % AL, O3

In addition, Table 5 includes density, porosity, and creep
rate for samples 3, 4, 5, and 6 and comparative samples 5, 6,
and 7. The density, porosity, and creep rate are determined
using the methodologies described previously.

TABLE 5

Creep Rate
Name Density (g/cc)  Porosity (%)  (um/(um x hr))
Sample 3 3.62 4.9
Sample 4 3.59 4.4
Sample 5 3.64 4.9
Sample 6 3.59 6.1
Comparative Sample 5 3.63 54 491 x 107
Comparative Sample 6 3.74 0.5 240 x 107¢
Comparative Sample 7 3.76 3.5 344 %107

Further, Table 6 includes grain size and distribution for
samples 3, 4, 5, and 6 and comparative samples 5, 6, and 7.
The grain size and distribution are determined using the meth-
odologies described previously using a computer program to
measure lines representing the dimensions of the grains.

TABLE 6
Sam- Sam- Sam- Sam- Comp. Comp. Comp.
ple ple ple ple Sample Sample Sample
3 4 5 6 5 6 7
Average 99 7.7 102 109  38.0 8.7 8.7
Length
(pm)
Average 6.3 50 63 7.0 221 4.7 5.2
Width (um)
Average 1.7 1.6 1.7 1.6 1.8 1.9 1.8
aspect ratio
(avg. Vavg.
w)
D10 60 46 53 5.7 18.1 4.7 3.6
(length)
D50 88 74 88 94 379 7.9 6.3
(length)
D90 151 11.2 179 159 599 13.8 18.4
(length)
D10 (aspect 1.1 1.1 1.2 1.1 1.2 1.2 1.2
ratio)
D50 (aspect 1.6 1.5 1.5 1.5 1.7 1.9 1.6
ratio)
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TABLE 6-continued

Sam- Sam- Sam- Comp. Comp. Comp.
ple ple  ple ple Sample Sample Sample
3 4 5 6 5 6 7

D90 (aspect
ratio)

% number
of grains
with aspect
ratio of 2.0
or higher
% area of
grains with
aspect ratio
of 2.0 or

higher

24 2.3 2.5 2.2 2.5 2.6 2.4

21% 20% 20% 23% @ 21% 36% 24%

14% 21% 25% 27%  32% 46% 36%

In comparing the grain sizes and distributions of samples 3,
4, 5, and 6 with that of comparative samples 5, 6, and 7, the
average aspect ratio of samples 3, 4, 5, and 6 are lower than
that of comparative samples 5, 6, and 7. Additionally, the %
area of grains with an aspect ratio of 2.0 or higher is lower for
samples 3,4, 5, and 6 as opposed to comparative samples 5, 6,
and 7. Thus, grains of samples 3, 4, 5, and 6 are more equi-
axial than the grains of comparative samples 5, 6, and 7.
Further, grain growth is more limited in samples 3, 4, 5, and
6. In particular, the D50 value for the starting materials of
samples 3, 4, 5, and 6 is in a range of approximately 4.8 10 6.1
microns with the samples having D50 values for length less
than 10 microns. Thus, grain growth for samples 3, 4, 5, and
6 is less than 110%. For comparative samples 6 and 7, the
starting materials had D50 values within a range of 1.3 t0 2.1
microns and 0.3 to 1.1 microns, respectively. The D50 values
for the samples are 7.9 for comparative sample 6 and 6.3 for
comparative sample 7 representing at least 300% to 800%
growth in grains of comparative samples 6 and 7.

Note that not all of the activities described above in the
general description or the examples are required, that a por-
tion of a specific activity may not be required, and that one or
more further activities may be performed in addition to those
described. Still further, the order in which activities are listed
is not necessarily the order in which they are performed.

Benefits, other advantages, and solutions to problems have
been described above with regard to specific embodiments.
However, the benefits, advantages, solutions to problems, and
any feature(s) that may cause any benefit, advantage, or solu-
tion to occur or become more pronounced are not to be con-
strued as a critical, required, or essential feature of any or all
the claims.

The specification and illustrations of the embodiments
described herein are intended to provide a general under-
standing of the structure of the various embodiments. The
specification and illustrations are not intended to serve as an
exhaustive and comprehensive description of all of the ele-
ments and features of apparatus and systems that use the
structures or methods described herein. Separate embodi-
ments may also be provided in combination in a single
embodiment, and conversely, various features that are, for
brevity, described in the context of a single embodiment, may
also be provided separately or in any subcombination. Fur-
ther, reference to values stated in ranges includes each and
every value within that range. Many other embodiments may
be apparent to skilled artisans only after reading this specifi-
cation. Other embodiments may be used and derived from the
disclosure, such that a structural substitution, logical substi-
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tution, or another change may be made without departing
from the scope of the disclosure. Accordingly, the disclosure
is to be regarded as illustrative rather than restrictive.

What is claimed is:

1. A refractory object used in forming a glass object,
wherein the refractory object comprises:

at least 97 wt % Al,Oy;

atleast 0.5 wt % and not greater than 3 wt % of a first dopant

including Ta,Os;

asecond dopant including Zr, Hf, Y, Sc,Yb, Pr, Sm, Gd, La,

Ce, Dy, or any combination thereof; and

not greater than 0.5 wt. % TiO,.

2. The refractory object according to claim 1, wherein the
amount of the first dopant is sufficient to keep an averaged
grain size from increasing more than approximately 300%
during a sintering operation.

3. The refractory object according to claim 1, wherein the
refractory object includes grains in a size distribution having
a plurality of modes, wherein a first mode includes a first set
of grains having a first averaged grain size of at least approxi-
mately 0.5 um.

4. The refractory object according to claim 3, wherein the
size distribution has a second mode including a second set of
grains having a second averaged grain size no greater than
approximately 20 um.

5. The refractory object according to claim 1, wherein a
creep rate of the refractory object is no greater than approxi-
mately 1.0x107° um/(umxhr) as measured at a pressure of 2
MPa and a temperature of 1275° C.

6. A refractory object used in forming a glass object, the
refractory object comprises:

at least 93% by weight Al,O;;

at least 0.5% by weight and not greater than 5% by weight

of Ta,Og;

asecond dopant including Zr, Hf, Y, Sc,Yb, Pr, Sm, Gd, La,

Ce, Dy, or any combination thereof; and
not greater than 0.5 wt. % TiO,;
wherein the refractory object has a property including:
apercentage of grains of the refractory object having an
aspect ratio of at least 2.0 is no greater than approxi-
mately 30%; and
a percentage area occupied by the grains having an
aspect ratio of at least 2.0 is no greater than approxi-
mately 30%.
7. The refractory object according to claim 6, wherein:
a D10 value of the aspect ratio is no greater than approxi-
mately 1.2;
a D50 value of the aspect ratio is no greater than approxi-
mately 1.6;

a D90 value of the aspect ratio is no greater than approxi-

mately 2.7; or

any combination thereof.

8. The refractory object according to claim 6, wherein:

a D10 value of a size of the grains is no greater than

approximately 40 um;

a D50 value of a size of the grains is no greater than

approximately 60 um;

a D90 value of a size of the grains is no greater than

approximately 90 um;

or any combination thereof.

9. The refractory object according to claim 6, wherein the
refractory object has a porosity of at least approximately 0.1
vol % and no greater than approximately 5.0 vol %.
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